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1
FLUID CATALYTIC CRACKING PROCESS

CROSS-REFERENCE TO RELATED
APPLICATION

This application is a Continuation of copending applica-
tion Ser. No. 12/340,945 filed Dec. 22, 2008, the contents of
which are hereby incorporated by reference in its entirety.

FIELD OF THE INVENTION

This invention generally relates to fluid catalytic cracking
processes, such as those receiving at least one of a hydrocar-
bon feed and a hydrocarbon stream.

DESCRIPTION OF THE RELATED ART

Catalytic cracking can create a variety of products from
larger chain hydrocarbons. Often, a heavier hydrocarbon
feed, such as a vacuum gas oil, is provided to a catalytic
cracking reactor, such as a fluid catalytic cracking reactor.
Various products can be obtained from such a process, includ-
ing a gasoline product and/or other light products, such as
ethylene and propylene.

Insuch processes, itis generally desirable to obtain more of
certain products, such as ethylene and propylene. Particu-
larly, ethylene and propylene can be used in subsequent prod-
ucts to manufacture, e.g., plastics. However, the desire to
maximize the yield of light olefins can be limited due to
process constraints, such as undesirable side reactions. Thus,
it would be advantageous to provide a process that overcomes
these deficiencies and allows the increased yield of light
olefins.

SUMMARY OF THE INVENTION

One exemplary embodiment can be a fluid catalytic crack-
ing process. The process can include a reaction zone operat-
ing at conditions to facilitate olefin production and including
at least one riser. The at least one riser can receive a first feed
having a boiling point of about 180° to about 800° C., and a
second feed having more than about 70%, by weight, of one
or more C,* olefins.

Another exemplary embodiment can be a fluid catalytic
cracking process. The process may include a reaction zone
having at least one riser receiving a mixture of a first catalyst
having pores with openings greater than about 0.7 nm and a
second catalyst having smaller openings than the first cata-
lyst, a naphtha stream including about 20 to about 70%, by
weight, one or more C, to C, , olefin compounds, a C, hydro-
carbon stream, and a feed stream having a boiling point of
about 180° to about 800° C.

Yet another exemplary embodiment can be a fluid catalytic
cracking process. The process can include a reaction zone
including a riser receiving a mixture of Y-zeolite and ZSM-5
zeolite, a feed having a boiling point of about 180 to about
800° C., and an olefin stream including at least about 10%, by
weight, one or more C, to C, olefin compounds downstream
of the mixture and the feed; a disengagement zone for sepa-
rating the mixture from one or more reaction products; and a
separation zone for recovery of the one or more reaction
products.

Thus, the embodiments disclosed herein can provide pro-
cesses that can increase light olefin yield, particularly propy-
lene. As an example, utilizing upper injection points or par-
ticular feeds can produce additional olefins. Regarding the
injection points, such an arrangement can reduce residence
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time for converting the feed to facilitate olefin production.
Moreover, recycling or providing certain streams to the riser
can also facilitate the production of one or more desired
products.

DEFINITIONS

As used herein, the term “stream” can be a stream includ-
ing various hydrocarbon molecules, such as straight-chain,
branched, or cyclic alkanes, alkenes, alkadienes, and alkynes,
and optionally other substances, such as gases, e.g., hydro-
gen, or impurities, such as heavy metals, and sulfur and nitro-
gen compounds. The stream can also include aromatic and
non-aromatic hydrocarbons. Moreover, the hydrocarbon
molecules may be abbreviated C,, C,, C; . . . C, where “n”
represents the number of carbon atoms in the one or more
hydrocarbon molecules. In addition, paratfin molecules may
be abbreviated with a “P”, such as “C,P”, which can represent
propane. Moreover, olefin molecules may be abbreviated
with an “—", such as C;—, which can represent propylene.
Furthermore, a superscript “+” may be used with an

9

+” or
abbreviated one or more hydrocarbons notation, e.g., C;* or
C;7, which is inclusive of the abbreviated one or more hydro-
carbons. As an example, the abbreviation “C;*” means one or
more hydrocarbon molecules of three carbon atoms and/or
more.

As used herein, the term “butene” can collectively refer to
1-butene, cis-2-butene, trans-2-butene, and/or isobutene.

As used herein, the term “amylene” can collectively refer
to l-pentene, cis-2-pentene, trans-2-pentene, 3-methyl-1-
butene, 2-methyl-1-butene, and/or 2-methyl-2-butene.

As used herein, the term “rich” can mean an amount of
generally at least about 50%, and preferably about 70%, by
mole, of a compound or class of compounds in a stream.

As used herein, the term “pure” can mean at least about
99%, by mole, of a substance or compound.

As used herein, the term “downstream” generally means a
location spaced apart from another location in the direction of
a flow of a stream. As an example, a first point that is at a
higher elevation on a riser than a second point would be
downstream from the second point if an upward flowing feed
is provided at the bottom of the riser.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a schematic depiction of an exemplary fluid
catalytic cracking process.

FIG. 2 is a graphical depiction of olefin yields with the
addition of 1-butene.

FIG. 3 is a graphical depiction of paraffin yields with the
addition of 1-butene.

FIG. 4 is a graphical depiction of C, to C,, hydrocarbon
yields with the addition of 1-butene.

FIG. 5 is a graphical depiction of olefin yields with the
addition of amylene.

FIG. 6 is a graphical depiction of paraffin yields with the
addition of amylene.

FIG. 7 is a graphical depiction of C, to C,,, hydrocarbon
yields with the addition of amylene.

DETAILED DESCRIPTION

Referring to FIG. 1, a fluid catalytic cracking (hereinafter
may be abbreviated “FCC”) system 10 can include a reaction
zone 100, a disengagement zone 300, a separation zone 400,
and a regeneration zone 500. Generally, the reaction zone 100
can include a reaction vessel 120 and at least one riser 160,
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which can have multiple injection points for receiving hydro-
carbon streams. Moreover, process flow lines in the figures
can be referred to as lines, pipes, conduits, feeds or streams.
Particularly, a line, a pipe, or a conduit can contain one or
more feeds or streams, and one or more feeds or streams can
be contained by a line, a pipe, or a conduit.

In this exemplary fluid catalytic cracking system 10, one or
more upper injection points 170, such as a second feed point
170, can be used in conjunction with one or more lower
injection points 180, such as a first feed point 180, e.g., with
a first feed 200. Namely, several streams 200, 220, 230, 240,
and 250 can be, independently, provided to the at least one
riser 160 by opening or shutting, independently, respective
valves 204, 224, 234, 244, and 254. The locations of the
injection points can be optimized based on the composition of
the hydrocarbon streams, operating conditions of the reaction
zone 100, and the activity level of the second catalyst.

In one exemplary embodiment, opening the valve 204 can
provide a first feed 200 having a boiling point of about 180° to
about 800° C. to the at least one riser 160. In addition, opening
the valve 224 can provide a second feed 220 from the sepa-
ration zone 400 having an effective amount of one or more
C,* olefins and being above the first feed 200. Generally, the
valves 234, 244, and 254 are closed.

Usually, the second feed 220 is provided above the first
feed 200, and hence, has a shorter residence time. Particu-
larly, the second feed 220 can include an effective amount of
one or more C,* olefins for making propylene, such as more
than about 10%, about 20%, about 30%, about 70%, about
80%, and even more than about 90%, by weight (may be
abbreviated hereinafter “wt %), of one or more C,* olefins,
e.g., C,to C,,, preferably C; to C, olefins. Typically, butene
and/or hexene are particularly preferred. Generally, the sec-
ond feed 220 can have a residence time of less than about 1
second and can be injected downstream of the first feed 200.
The first feed 200 can be any suitable hydrocarbon stream,
such as an atmospheric residue or a vacuum gas oil.

In an alternative embodiment, several feed streams can be
provided to the at least one riser 160. In this exemplary
embodiment, the valve 204 can be closed as well as the valve
224. Opening the valve 234 can provide a naphtha stream 230,
including one or more C; to C,, hydrocarbons. Typically, the
naphtha stream 230 can include about 15 to about 70%,
preferably about 20 to about 70%, by weight, of one or more
olefins. In addition, the naphtha stream can have a boiling
point of about 15° to about 225° C., preferably about 15° to
about 150° C. In addition, opening a valve 254 can provide a
hydrocarbon stream 250 having a boiling point of about 180°
to about 800° C., such as an atmospheric residue or a vacuum
gas oil. What is more, opening the valve 244 can provide an
FCC C, stream, such as a third feed 240 containing butenes,
namely at least about 20 wt %, preferably about 50 to about 70
wt % from the separation zone 400. In one exemplary
embodiment, the third feed 240 can include a naphtha stream
including oligomerized light olefins, such as butenes. In such
a naphtha stream, the olefin content can be no less than about
70 wt %, or even no less than about 90 wt %.

What is more, other feed combinations can be provided to
the at least one riser 160, such as closing the valve 244 and
opening the valve 224 to inject the naphtha stream 230 down-
stream of the first feed 200. Independently, the valve 254 can
be closed and the valve 204 can be opened to provide the
stream 200 with the streams 220, 230, and/or 240. In yet
another embodiment, the valves 224, 234, 244, and 254 can
be closed, and the first feed 200 can be provided through the
valve 204 with an FCC C, stream and/or a naphtha stream
providing, at least in part, fluidization of the stream 200.
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Generally, it is desirable to provide, independently, the
lighter feeds, namely feeds 220, 230, and 240, in a gas phase.
Typically, these feeds 220, 230, and 240 can include at least
about 50%, by mole, of the components in a gas phase.
Preferably, the entire feeds 220, 230, and 240, i.e., at least
about 99%, by mole, are in a gas phase. Generally, the tem-
perature of the feeds 220,230, and 240 can be, independently,
about 120° to about 500° C. Preferably, the temperature of the
feeds 220, 230, and 240 are, independently, no less than about
320° C.

In addition, feed injection points can be provided on any
suitable location on the at least one riser 160, such as proxi-
mate to a stripping zone 350, and downstream of the lines 250
and 240 and proximate to swirl arms 110, as hereinafter
described. Generally, any suitable location on the riser 160
can be utilized to obtain the desired residence time. Further-
more, although one riser 160 is disclosed, it should be under-
stood that multiple risers could be utilized, such as one riser
having a shorter length and utilizing a shorter residence time
for producing lighter olefinic species.

The reaction zone 100 can operate at any suitable condi-
tions, such as a temperature of about 510° to about 630° C.,
preferably about 530° to about 600° C. Alternatively, the
reaction zone 100 can operate at no less than about 500° C.,
preferably no less than about 550° C. In addition, any suitable
pressure can be utilized such as less than about 450 kPa,
preferably about 110 to about 450 kPa, and optimally about
110 to about 310 kPa. Furthermore, the reaction zone 100
may be operated at a low hydrocarbon partial pressure. Par-
ticularly, the hydrocarbon partial pressure can be about 35 to
about 180 kPa, preferably about 60 to about 140 kPa. Alter-
natively, the hydrocarbon partial pressure can be less than
about 180 kPa, such as less than about 110 kPa, or preferably
less than about 70 kPa. In one exemplary embodiment, the
hydrocarbon partial pressure can be about 5 to about 110kPa.
Furthermore, the at least one riser 160 can provide a variety of
points for receiving various hydrocarbon streams for produc-
ing products, such as propylene, as discussed in further detail
hereinafter.

Relatively low hydrocarbon partial pressures can be
achieved by using steam or other dilutants, such as a dry gas.
Typically, the dilutant can be about 10 to about 55 wt % of the
feed, preferably about 15 wt % of the feed. Any suitable
catalytic cracking catalyst, alone or combined with other
catalyst, can be utilized in the at least one riser 160.

One suitable exemplary catalyst mixture can include two
catalysts. Such catalyst mixtures are disclosed in, e.g., U.S.
Pat. No. 7,312,370 B2. Generally, the first catalyst may
include any of the well-known catalysts that are used in the art
of FCC, such as an active amorphous clay-type catalyst and/
ora high activity, crystalline molecular sieve. Zeolites may be
used as molecular sieves in FCC processes. Preferably, the
first catalyst includes a large pore zeolite, such as a Y-type
zeolite, an active alumina material, a binder material, includ-
ing either silica or alumina, and an inert filler such as kaolin.

Typically, the zeolitic molecular sieves appropriate for the
first catalyst have a large average pore size. Usually, molecu-
lar sieves with a large pore size have pores with openings of
greater than about 0.7 nm in effective diameter defined by
greater than 10, and typically 12, member rings. Pore Size
Indices of large pores can be above about 31. Suitable large
pore zeolite components may include synthetic zeolites such
as X and Y zeolites, mordent and faujasite. Y zeolites with a
rare earth content of no more than about 1.0 wt % rare earth
oxide on the zeolite portion of the catalyst may be preferred as
the first catalyst.
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The second catalyst may include a medium or smaller pore
zeolite catalyst exemplified by ZSM-5, ZSM-11, ZSM-12,
ZSM-23, ZSM-35, ZSM-38, ZSM-48, and other similar
materials. Other suitable medium or smaller pore zeolites
include ferrierite, and erionite. The second catalyst preferably
has the medium or smaller pore zeolite dispersed on a matrix
including a binder material such as silica or alumina, and an
inert filler material such as kaolin. The second catalyst may
also include some other active material such as Beta zeolite.
These compositions may have a crystalline zeolite content of
about 10 to about 50 wt % or more, and a matrix material
content of about 50 to about 90 wt %. Preferably, composi-
tions can contain about 40 wt % crystalline zeolite material,
and those with greater crystalline zeolite content may be used,
desirably, if they have satisfactory attrition resistance. Gen-
erally, medium and smaller pore zeolites are characterized by
having an effective pore opening diameter of less than or
equal to about 0.7 nm, rings of 10 or fewer members, and a
Pore Size Index of less than 31.

The total mixture may contain about 1 to about 25 wt % of
the second catalyst, namely a medium to small pore crystal-
line zeolite with greater than or equal to about 1.75 wt %
being preferred. When the second catalyst contains about 40
wt % crystalline zeolite with the balance being a binder mate-
rial, the mixture may contain about 4 to about 40 wt % ofthe
second catalyst with a preferred content of at least about 7 wt
%. The first catalyst may comprise the balance of the catalyst
composition. Usually, the relative proportions of the first and
second catalysts in the mixture will not substantially vary
throughout the FCC system 100. The high concentration of
the medium or smaller pore zeolite as the second catalyst of
the catalyst mixture can improve selectivity to light olefins.

Generally, any suitable residence time can be utilized in the
at least one riser 160. Preferably, however, a residence time of
no more than about 5 seconds, about 3 seconds, about 2
seconds, about 1.5 seconds, about 1 second, or about 0.5
second is utilized. For producing olefins, it is generally desir-
able for a shorter residence time, e.g., no more than about 1.5
seconds, for converting a stream including one or more C, ,~
olefins. One or more injection points can be provided to offer
a variety of residence times on the riser 160. As an example,
one or more lower injection points 180 can provide at least
one feed having a residence time of about 0.5 to about 5
seconds, and one or more upper injection points 170 can
provide at least one other feed having a residence time of less
than about 0.5 seconds.

The reaction vessel 120 can include one or more separation
devices, such as swirl arms 110. Typically, swirl arms 110
separate the catalyst from the one or more hydrocarbon prod-
ucts, such as a gasoline product or a propylene product from
the at least one riser 160. Generally, although the swirl arms
110 can separate the catalyst from the hydrocarbon within the
reaction vessel 120, reactions may still be ongoing due to
contact between at least some of the catalyst and at least some
of the hydrocarbon.

Afterwards, this mixture of catalyst and hydrocarbon can
enter the disengagement zone 300. Generally, the disengage-
ment zone 300 can include any suitable disengagement
device, such as a cyclone separator unit 310. The cyclone
separator unit 310 can include any suitable number of
cyclones for removing remaining catalyst particles from the
product hydrocarbon stream. Thus, the catalyst can be sepa-
rated and through dip leg conduits 320 dropped to the lower
regions of a shell 80. Subsequently, the catalyst can enter the
stripping zone 350 via openings 114 in the reaction vessel 120
where the addition of steam can strip absorbed hydrocarbons
from the surface of the catalyst by counter-current contact
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with steam. Such cyclone separators and stripping zones are
disclosed in, e.g., U.S. Pat. No. 7,312,370 B2.

Afterwards, the catalyst can continue to flow downward
outside the at least one riser 160 within the reaction vessel 120
until it reaches a first catalyst conduit 510, which can transfer
catalyst from the at least one reaction vessel 120 to a regen-
eration zone 500. The regeneration zone 500 can operate at
any suitable temperature, such as above 650° C. or other
suitable conditions for removing coke accumulated on the
catalyst particles. Subsequently, the regenerated catalyst can
be returned to the riser 160 via a conduit 520. Any suitable
regeneration zone can be utilized, such as those disclosed in,
e.g., U.S. Pat. No. 4,090,948 and U.S. Pat. No. 4,961,907.

After the catalyst is regenerated, the catalyst can be pro-
vided via the second catalyst conduit 520 to the at least one
riser 160. Preferably, the regenerated catalyst is provided
upstream of the lines 230, 240, and 250. Generally, the regen-
erated catalyst can be provided at the base of the at least one
riser 160. As an example, a mixing chamber can be provided
below the at least one riser 160 that may receive the regener-
ated catalyst and optionally spent catalyst from the reaction
vessel 120. Such a mixing chamber is disclosed in, e.g., U.S.
Pat. No. 7,312,370 B2.

The disengagement zone 300 can also provide the one or
more hydrocarbon products through a first disengagement
conduit 92 and a second disengagement conduit 96 to a ple-
num 90 of the shell 80. Subsequently, the one or more hydro-
carbon products can exit via one or more product streams 390
to the separation zone 400.

Generally, the separation zone 400 can receive the products
from the disengagement zone 300. Typically, the separation
zone 400 can include one or more distillation columns. Such
systems are disclosed in, e.g., U.S. Pat. No. 3,470,084. Usu-
ally, the separation zone 400 can produce one or more prod-
ucts, such as a stream 404 rich in ethylene and/or propylene
and a stream 408 rich in a gasoline product.

The separation zone 400 may also produce one or more
additional streams, such as a recycle stream 412 having an
effective amount of one or more C,* olefins, preferably a
stream containing one or more C, to C, olefins. Such an
exemplary stream 412 can include one or more C, hydrocar-
bons and be recycled to the reaction zone 100. Generally, this
stream contains about 10 to about 100% olefinic material,
preferably about 50 to about 90% olefinic material. In one
preferred embodiment, the stream can provide at least about
95%, preferably about 95%, and optimally about 99%, by
weight of one or more C,* olefins, particularly butene or one
or more oligomers of butenes. The separation zone 400 can
provide all different types of various fractions via the line 412
to the at least one riser 160. Thus, a variety of feeds can be
provided to the at least one riser 160 with, e.g, lighter olefinic
feeds being provided at upper feed points 170 to shorten
residence times and increase propylene production. Although
the separation zone 400 is depicted providing one or more
feeds to the at least one riser 160, it should be understood that
feeds, independently and whole or in part, can be provided
from other sources besides the separation zone 400.

ILLUSTRATIVE EMBODIMENTS

The following examples are intended to further illustrate
the subject embodiment(s). These illustrations are not meant
to limit the claims to the particular details of these examples.
These examples are based circulating FCC pilot plant tests at
anticipated commercial conditions. Gas yields, such as
hydrogen and light hydrocarbons, e.g., C, to Cs, can be deter-
mined by passing the total gas volume through a wet test
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meter with composition determined by a test procedure such
as UOP-539-97. Liquid yield can be determined by detailed
hydrocarbon analysis using a test procedure such as ASTM
D-5134-98, and conversion can be determined by ASTM
D2887-06a simulated distillation for liquids separation, e.g.,
naphtha, light cycle oil, and heavy cycle oil. Density can be
determined by, e.g., ASTM D4052-96. Other hydrocarbons,
such as paraffins, isoparaffins, olefins, naphthenes, and aro-
matics may also have yield determined by other suitable
procedures.

A commercially available catalyst mixture is utilized hav-
ing about 8 to about 10%, by weight, ZMS-5 zeolite with the
balance Y-zeolite having about 1%, by weight, rare earth
oxide. A feed of a hydrotreated blend of vacuum and coker
gas oils and dilutant nitrogen are utilized. Optionally, a simu-
lated recycled olefin is added. Principal test conditions are a
riser outlet temperature of 540° C., an average catalyst/gas oil
ratio of about 13, an average riser vapor residence time from
about 1.5 to about 2.6 seconds, a riser top pressure of about
280 kPa and a gas oil partial pressure of about 40 to about 70
kPa. The gas oil partial pressure can be held constant by
reducing the dilutant nitrogen. The yields of C, to C,, hydro-
carbons, hydrogen, hydrogen sulfide, cycle oils, and coke
based on the net feed rate are determined by the previously
mentioned methods and expressed in wt % of gas oil feed.
Recycle olefin runs are made by adding to this feed about 5%,
about 10%, and about 20%, by weight pure 1-butene or a
pentane-amylene blend consisting of 50% 1-pentene and
50% n-pentane to simulate a second feed of C,* olefins either
recycled from the FCC product recovery section or from an
external source feed. The recycle runs are made at the same
process conditions as the gas oil only runs, e.g., maintaining
constant gas oil partial pressure and vapor residence time by
reducing the nitrogen molar flow rate by the amount of the
recycle molar flow rate.

Net feed wt % of the feed only and feed with a simulated
olefin recycle are depicted in FIGS. 2 to 7. Net feed wt % of
ahydrocarbon type is calculated by subtracting the mass flow
rate of the hydrocarbon in the recycle stream from the total
mass flow rate of that hydrocarbon in the reactor effluent
divided by the total feed. As an example, the net feed wt % of
total butene can be calculated as follows:

total butene, wt % on gas oil feed=(((total butene in
reactor effluent(gram/hour))-(total butene
recycle(gram/hour)))/(gas oil feed(gram/hour)))
*100%
This calculation can be done for each depicted hydrocarbon,
e.g.,C;— (as depicted in FIG. 2), C,P (as depicted in FIG. 3),
and C; (as depicted in FIG. 4).

Referring to FIGS. 2-4, the addition of 1-butene to the
hydrocarbon feed increases propylene production. In addi-
tion, an increase of C, paraffins is also depicted. Generally,
the yield of C; hydrocarbons, particularly propylene,
increases as the amount of 1-butene in the total feed increases.
As a result, adding 1-butene converts about 60%, by weight,
of the recycled 1-butene into propylene, pentenes, hexenes,
and paraffins with a minor amount of C, to C, gases. Refer-
ring to FIGS. 5-7, increasing the amount of pentane-amylene
athigher levels can also increase the amount of propylene that
is produced, as well as producing more C, paraffins, C,
hydrocarbons, and C, hydrocarbons.

Without further elaboration, it is believed that one skilled
in the art can, using the preceding description, utilize the
present invention to its fullest extent. The preceding preferred
specific embodiments are, therefore, to be construed as
merely illustrative, and not limitative of the remainder of the
disclosure in any way whatsoever.
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In the foregoing, all temperatures are set forth in degrees
Celsius and, all parts and percentages are by weight, unless
otherwise indicated.

From the foregoing description, one skilled in the art can
easily ascertain the essential characteristics of this invention
and, without departing from the spirit and scope thereof, can
make various changes and modifications of the invention to
adapt it to various usages and conditions.

The invention claimed is:

1. A fluid catalytic cracking process, comprising:

operating a reaction zone at conditions to facilitate olefin

production and comprising at least one riser;

receiving in the at least one riser:

1) afirst feed having a boiling point of about 180 to about
800° C.;

2) a second feed comprising one or more C, + olefins
comprising more than about 10%, by weight, butenes;
and

3) a third feed comprising a naphtha stream including
oligomers of butenes;

wherein the third feed is injected downstream of the second

feed.

2. The process according to claim 1, wherein a residence
time of the second feed is less than about 3 seconds.

3. The process according to claim 2, wherein a second feed
point for the second feed is downstream of a first feed point
for the first feed.

4. The process according to claim 1, wherein a hydrocar-
bon partial pressure in the at least one riser is less than about
100 kPa.

5. The process according to claim 1, wherein the tempera-
ture in the reaction zone is greater than about 500° C. to
facilitate olefin production.

6. The process according to claim 1, wherein the second
feed comprises at least about 80%, by weight, of one or more
C,+ olefins.

7. The process according to claim 1, wherein the second
feed comprises at least about 90%, by weight, of one or more
C,+ olefins.

8. The process according to claim 1, wherein a hydrocar-
bon partial pressure in the reaction zone is less than about 70
kPa.

9. The process according to claim 1, wherein the tempera-
ture in the reaction zone is greater than about 550° C.

10. The process according to claim 1, wherein the tempera-
ture in the reaction zone is greater than about 600° C.

11. The process according to claim 1, wherein the at least
one riser comprises a single riser having multiple injection
points, wherein one or more upper injection points provide at
least one feed having a residence time of less than about 0.5
seconds and one or more lower injection points provide at
least one other feed having a residence time of about 0.5 to
about 5 seconds.

12. The fluid catalytic cracking process of claim 1 wherein
the third feed stream comprises a recycle naphtha stream.

13. The fluid catalytic cracking process of claim 12
wherein the third feed comprises no less than 70% olefins by
weight.

14. A fluid catalytic cracking process, comprising:

receiving in a reaction zone comprising at least one riser:

a mixture of a first catalyst having pores with openings

greater than about 0.7 nm and a second catalyst having

smaller openings than the first catalyst,

a naphtha stream comprising about 20 to about 70%, by

weight, one or more C; to C,, olefin compounds,

a C, hydrocarbon stream comprising more than about 10%,

by weight, butenes, and
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a feed stream having a boiling point of about 180 to about
800° C.;

wherein an injection point for said naphtha stream is down-
stream of an injection point for said C, hydrocarbon
stream.

15. The process according to claim 14, further comprising
a separation zone wherein the C4 hydrocarbon stream is
recycled from the separation zone.

16. The process according to claim 14, wherein the C4
hydrocarbon stream comprises at least about 20%, by weight,
butenes.

17. The process according to claim 14, wherein the C4
hydrocarbon stream comprises about 50 to about 70%, by
weight, butenes.

18. The process according to claim 14, wherein the C,
hydrocarbon stream further comprises oligomers of butene.

19. A fluid catalytic cracking process, comprising:

A) receiving in a reaction zone comprising a riser:

5
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a mixture of Y-zeolite and ZSM-5 zeolite,
a feed stream having a boiling point of about 180 to
about 800° C.,
a naphtha stream comprising about 20 to about 70%, by
weight, one or more Cs to C,, olefin compounds and
a C, hydrocarbon stream comprising more than about
10%, by weight, butenes,
wherein an injection point for said naphtha stream is
downstream of an injection point for said C, hydro-
carbon stream and an injection point for said feed
stream;
B) separating the mixture from one or more reaction prod-
ucts in a disengagement zone; and
C) recovering the one or more reaction products in a sepa-
ration zone.
20. The process according to claim 19, wherein the C,
hydrocarbon stream further comprises oligomers of butene.
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